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METHOD FOR TREATING FIBROUS WEB 
MATERIALS 

BACKGROUND OF THE INVENTION 

[0001] Many of the medical care garments and products, 
protective Wear garments, mortuary and veterinary products, 
and personal care products in use today are partially or 
Wholly constructed of thermoplastic nonWoven Web mate 
rials. Examples of such products include, but are not limited 
to, medical and health care products such as surgical drapes, 
goWns and bandages, protective WorkWear garments such as 
coveralls and lab coats, and infant, child and adult personal 
care absorbent products such as diapers, training pants, 
sWimWear, incontinence garments and pads, sanitary nap 
kins, Wipes and the like. For these applications nonWoven 
materials provide tactile, comfort and aesthetic properties 
Which can approach those of traditional Woven or knitted 
cloth materials. NonWoven Web materials are also Widely 
utiliZed as ?ltration media for both liquid and gas or air 
?ltration applications since they can be formed into a ?lter 
mesh of ?ne ?bers having a loW average pore siZe suitable 
for trapping particulate matter While still having a loW 
pressure drop across the mesh. 

[0002] NonWoven Web materials have a physical structure 
of individual ?bers or ?laments Which are interlaid in a 
generally random manner to form a ?brous Web material. 
The ?bers may be continuous or discontinuous, and are 
frequently produced from thermoplastic polymer or copoly 
mer resins from the general classes of polyole?ns, polyesters 
and polyamides, as Well as numerous other polymers. 
Blends of polymers or conjugate multicomponent ?bers may 
also be employed. NonWoven materials formed by melt 
extrusion processes such as spunbonding and meltbloWing, 
and formed by dry-laying processes such as carding or 
air-laying of staple ?bers are Well knoWn in the art. In 
addition, nonWoven materials may be used in composite 
materials in conjunction With other nonWoven layers as in a 
spunbond/meltbloWn (SM) and spunbond/meltbloWn/spun 
bond (SMS) laminate materials, and may also be used in 
combination With thermoplastic ?lms. 

[0003] NonWoven materials may be topically treated to 
impart various desired properties, depending on end-use 
application. For example, some applications such as com 
ponents for diapers and other incontinence products and 
feminine hygiene products call for nonWoven materials 
Which are highly Wettable and Will quickly alloW liquids to 
pass through them. For these applications it is desirable to 
treat the nonWoven materials With surfactants or other 
chemicals to impart hydrophilicity. On the other hand, for 
applications such as surgical drapes and goWns, and other 
protective garments, liquid barrier properties are highly 
desirable, and speci?cally desirable are nonWoven materials 
Which have a high degree of repellency to loW surface 
tension liquids such as alcohols, aldehydes, ketones and 
hydrophilic liquids, such as those containing surfactants. 
Repellency to loW surface tension liquids may be achieved 
by treating the nonWoven material With chemicals such as 
?uorochemical compounds knoWn in the art. Topical treat 
ments are available to impart other properties as Well, such 
as antistatic treatments for example. 

[0004] Topical treatments are typically applied to ?brous 
Web materials such as nonWoven materials in the form of a 

Jul. 1, 2004 

treatment chemical carried in a liquid, often aqueous, 
medium as a solution, suspension or emulsion. Once the 
treatment has been applied to the nonWoven material it is 
generally necessary to remove the excess moisture in the 
nonWoven material sheet by drying. Conventionally, the 
moisture is removed by bloWing heated air on the nonWoven 
material or by running the nonWoven material over and in 
contact With heated surfaces such as rollers or cans until it 
is dry or nearly dry. HoWever, a Wetted nonWoven material 
generally Will not dry in all places at the same rate; therefore 
With conventional drying techniques certain areas of the 
nonWoven material Will become completely dry While other 
areas still contain moisture, and these areas Which dry ?rst 
Will experience continued and excessive heat from the 
drying process While the entire sheet of material is dried to 
a satisfactory level of residual moisture. This additional 
heating of the nonWoven material can deleteriously affect 
the material and degrade material properties such as by 
causing heat shrinkage of the material, reducing material 
tensile strength, causing the material to become embrittled 
and/or surface glaZed and thereby unpleasant to the touch, 
and decreasing barrier properties in SMS laminate materials. 

[0005] Consequently, there remains a need for an ef?cient 
treatment method that provides treated thermoplastic non 
Woven materials Without unduly negatively impacting the 
material and material properties compared With methods 
heretofore knoWn. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0006] FIG. 1 is a schematic illustration of an exemplary 
process for topically treating ?brous Webs in accordance 
With the invention. 

SUMMARY OF THE INVENTION 

[0007] The present invention provides a method for treat 
ing a ?brous Web material including the steps of providing 
a ?brous Web material, treating the Web material With a 
topical treatment Which includes a treatment chemical and a 
liquid carrier medium, partially drying the treated Web 
material such that after the partial drying step the Web 
material has less than about 40 percent and at least about 10 
percent by Weight residual moisture and then passing the 
Web material through a radio frequency energy ?eld to 
further dry the Web. After passing through the radio fre 
quency energy ?eld the Web has less than about 5 percent by 
Weight residual moisture, desirably less than about 2 per 
cent, more desirably less than about 1 percent, and still more 
desirably less than about 0.5 percent by Weight residual 
moisture. 

[0008] The partial drying step may be performed by 
applying vacuum or external heat to the ?brous Web mate 
rial, and the ?brous Web material may desirably be thermo 
plastic nonWoven Web material or thermoplastic nonWoven 
barrier laminate material. The topical treatment may desir 
ably be a liquid-repellent treatment, a hydrophilic treatment 
or an anti-static treatment. In certain embodiments, the Web 
after partial drying has about 20 percent to about 10 percent 
by Weight residual moisture. The radio frequency energy 
?eld may have a frequency ranging from about 10 mega 
hertZ to about 50 megahertZ. Also provided are ?brous Web 
materials obtained in accordance With embodiments of the 
method of the invention. 
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De?nitions 

[0009] As used herein and in the claims, the term “com 
prising” is inclusive or open-ended and does not exclude 
additional unrecited elements, compositional components, 
or method steps. 

[0010] As used herein the term “polymer” generally 
includes but is not limited to, homopolymers, copolymers, 
such as for example, block, graft, random and alternating 
copolymers, terpolymers, etc. and blends and modi?cations 
thereof. Furthermore, unless otherWise speci?cally limited, 
the term “polymer” shall include all possible geometrical 
con?gurations of the material. These con?gurations include, 
but are not limited to isotactic, syndiotactic and random 
symmetries. 
[0011] As used herein the term “?bers” refers to both 
staple length ?bers and continuous ?laments, unless other 
Wise indicated. 

[0012] As used herein the term “monocomponent” ?ber 
refers to a ?ber formed from one or more extruders using 
only one polymer extrudate. This is not meant to exclude 
?bers formed from one polymer to Which small amounts of 
additives have been added for color, anti-static properties, 
lubrication, hydrophilicity, etc. These additives, e.g. tita 
nium dioxide for color, are generally present in an amount 
less than 5 Weight percent and more typically about 2 Weight 
percent. 

[0013] As used herein the term “multicomponent ?bers” 
refers to ?bers Which have been formed from at least tWo 
component polymers, or the same polymer With different 
properties or additives, extruded from separate extruders but 
spun together to form one ?ber. 

[0014] Multicomponent ?bers are also sometimes referred 
to as conjugate ?bers or bicomponent ?bers. The polymers 
are arranged in substantially constantly positioned distinct 
Zones across the cross-section of the multicomponent ?bers 
and extend continuously along the length of the multicom 
ponent ?bers. The con?guration of such a multicomponent 
?ber may be, for example, a sheath/core arrangement 
Wherein one polymer is surrounded by another, or may be a 
side by side arrangement, an “islands-in-the-sea” arrange 
ment, or arranged as pie-Wedge shapes or as stripes on a 
round, oval, or rectangular cross-section ?ber. Multicompo 
nent ?bers are taught in US. Pat. No. 5,108,820 to Kaneko 
et al., US. Pat. No. 5,336,552 to Strack et al., and US. Pat. 
No. 5,382,400 to Pike et al. For tWo component ?bers, the 
polymers may be present in ratios of 75/25, 50/50, 25/75 or 
any other desired ratios. 

[0015] As used herein the term “nonWoven Web” or “non 
Woven material” means a Web having a structure of indi 
vidual ?bers or ?laments Which are interlaid, but not in an 
identi?able manner as in a knitted or Woven fabric. Non 

Woven Webs have been formed from many processes such as 
for example, meltbloWing processes, spunbonding pro 
cesses, air-laying processes and carded Web processes. The 
basis Weight of nonWoven fabrics is usually expressed in 
grams per square meter (gsm) or ounces of material per 
square yard (osy) and the ?ber diameters useful are usually 
expressed in microns. (Note that to convert from osy to gsm, 
multiply osy by 33.91). 
[0016] The term “spunbond” or “spunbond nonWoven 
Web” refers to a nonWoven ?ber or ?lament material of small 
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diameter ?bers that are formed by extruding molten ther 
moplastic polymer as ?bers from a plurality of capillaries of 
a spinneret. The extruded ?bers are cooled While being 
draWn by an eductive or other Well knoWn draWing mecha 
nism. The draWn ?bers are deposited or laid onto a forming 
surface in a generally random manner to form a loosely 
entangled ?ber Web, and then the laid ?ber Web is subjected 
to a bonding process to impart physical integrity and dimen 
sional stability. The production of spunbond fabrics is dis 
closed, for example, in US. Pat. No. 4,340,563 to Appel et 
al., US. Pat. No. 3,802,817 to Matsuki et al. Typically, 
spunbond ?bers or ?laments have a Weight-per-unit-length 
in excess of 2 denier and up to about 6 denier or higher, 
although ?ner spunbond ?bers can be produced. In terms of 
?ber diameter, spunbond ?bers generally have an average 
diameter larger than 7 microns, and more particularly 
betWeen about 10 and about 25 microns. 

[0017] As used herein the term “meltbloWn ?bers” means 
?bers or micro?bers formed by extruding a molten thermo 
plastic material through a plurality of ?ne, usually circular, 
die capillaries as molten threads or ?bers into converging 
high velocity gas (e. g. air) streams Which attenuate the ?bers 
of molten thermoplastic material to reduce their diameter. 
Thereafter, the meltbloWn ?bers are carried by the high 
velocity gas stream and are deposited on a collecting surface 
to form a Web of randomly dispersed meltbloWn ?bers. Such 
a process is disclosed, for example, in US. Pat. No. 3,849, 
241 to Buntin. MeltbloWn ?bers may be continuous or 
discontinuous, are generally smaller than 10 microns in 
average diameter and are often smaller than 7 or even 5 
microns in average diameter, and are generally tacky When 
deposited onto a collecting surface. 

[0018] The term “staple ?bers” refers to discontinuous 
?bers, Which typically have an average diameter similar to 
that of spunbond ?bers. Staple ?bers may be produced With 
conventional ?ber spinning processes and then cut to a 
staple length, typically from about 1 inch to about 8 inches. 
Such staple ?bers are subsequently carded or airlaid and 
thermally or adhesively bonded to form a nonWoven fabric. 

[0019] As used herein, “thermal point bonding” involves 
passing a fabric or Web of ?bers or other sheet layer material 
to be bonded betWeen a heated calender roll and an anvil 
roll. The calender roll is usually, though not alWays, pat 
terned in some Way so that the entire fabric is not bonded 
across its entire surface. As a result, various patterns for 
calender rolls have been developed for functional as Well as 
aesthetic reasons. One example of a pattern has points and 
is the Hansen Pennings or “H&P” pattern With about a 30% 
bond area With about 200 bonds/square inch as taught in 
US. Pat. No. 3,855,046 to Hansen and Pennings. The H&P 
pattern has square point or pin bonding areas Wherein each 
pin has a side dimension of 0.038 inches (0.965 mm), a 
spacing of 0.070 inches (1.778 mm) betWeen pins, and a 
depth of bonding of 0.023 inches (0.584 The resulting 
pattern has a bonded area of about 29.5%. Another typical 
point bonding pattern is the expanded Hansen and Pennings 
or “EHP” bond pattern Which produces a 15% bond area 
With a square pin having a side dimension of 0.037 inches 
(0.94 mm), a pin spacing of 0.097 inches (2.464 mm) and a 
depth of 0.039 inches (0.991 Other common patterns 
include a diamond pattern With repeating and slightly offset 
diamonds and a Wire Weave pattern looking as the name 
suggests, e.g. like a WindoW screen. Typically, the percent 
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bonding area varies from around 10% to around 30% of the 
area of the fabric laminate Web. Thermal point bonding 
imparts integrity to individual layers by bonding ?bers 
Within the layer and/or for laminates of multiple layers, point 
bonding holds the layers together to form a cohesive lami 
nate. 

[0020] As used herein, the term “hydrophilic” means that 
the polymeric material has a surface free energy such that 
the polymeric material is Wettable by an aqueous medium, 
i.e. a liquid medium of Which Water is a major component. 
The term “hydrophobic” includes those materials that are 
not hydrophilic as de?ned. The phrase “naturally hydropho 
bic” refers to those materials that are hydrophobic in their 
chemical composition state Without additives or treatments 
affecting the hydrophobicity. It Will be recogniZed that 
hydrophobic materials may be treated internally or exter 
nally With surfactants and the like to render them hydro 
philic. 

DETAILED DESCRIPTION OF THE 
INVENTION 

[0021] The present invention provides a method for topi 
cally treating ?brous Web materials such as thermoplastic 
nonWoven materials and nonWoven barrier laminate mate 
rials. The method includes providing the ?brous Web mate 
rial, topically treating the ?brous Web material With a 
liquid-carried treatment chemical, partially drying the 
?brous Web material and then further drying the ?brous Web 
material utiliZing a radio frequency energy ?eld. 

[0022] Conventional topical treatment methods for ?brous 
Webs include brushing or spraying liquid chemical treatment 
on the Web, dipping or saturating the Web in a liquid 
treatment bath and foaming a liquid chemical treatment and 
applying the foam to the Web material. 

[0023] The invention Will be more fully described With 
reference to FIG. 1. Turning to FIG. 1, there is illustrated in 
schematic form an exemplary process line 10 Which dem 
onstrates an embodiment of the method of treating ?brous 
Web materials. Fibrous Web material 20 is shoWn being 
transported through process line 10. Fibrous Web material 20 
may desirably be a thermoplastic nonWoven Web material or 
laminate material including thermoplastic nonWoven Web 
materials such as for example spunbonded materials, bonded 
carded Webs, high-loft spunbond and through-air dried non 
Wovens, spunbond-meltbloWn-spunbond (“SMS”) lami 
nates or spunbond-?lm-spunbond (“SFS”) laminates. As 
shoWn in FIG. 1, ?brous Web material 20 is topically treated 
at treatment station 30. Treatment station 30 may desirably 
be one or more means of applying topical treatment as are 

knoWn in the art such as for example a brush treater, spray 
treater, foam treater, or, as shoWn, a saturation treater such 
as a dip and squeeZe bath. 

[0024] For the purpose of describing the advantages of the 
invention, FIG. 1 and process line 10 Will be described With 
reference to ?brous Web material 20 being a nonWoven 
barrier laminate material such as for example a spunbond 
meltbloWn-spunbond laminate or “SMS” laminate material 
Which may be produced in accordance With US. Pat. No. 
4,041,203 to Brock et al., incorporated herein by reference 
in its entirety. Because of their liquid barrier properties, SMS 
laminate materials are highly suitable as protective fabrics 
and are used as or as part of surgical suite Wear such as 
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patient drapes and surgical goWns, and also may be used in 
protective or industrial WorkWear. HoWever, in order to more 
fully protect the Wearer from harmful exposure to contami 
nants the laminate material should have a high degree of 
repellency to loW surface tension liquids such as surfactant 
containing aqueous solutions, alcohols, aldehydes and 
ketones. Repellency to loW surface tension liquids may be 
imparted to the laminate material by use of a treatment 
chemical such as for example ?uorocarbon compound treat 
ments as are disclosed in US. Pat. No. 5,149,576 to Potts et 
al. and US. Pat. No. 5,178,931 to Perkins et al., both 
incorporated herein by reference in their entireties, and 
?uorocarbon compound treatments are available commer 

cially. 

[0025] To impart repellency to loW surface tension liquids, 
treatment station 30 may desirably be a dip and squeeZe 
station as is knoWn in the art and Which contains a bath of 
an aqueous emulsion of ?uorocarbon compound. The 
?brous Web material 20 travels a path Which immerses the 
Web in the bath to saturate it With the treatment emulsion. 
Web material 20 continues through nip rollers 32 and 34 
Which squeeZe off the excess treatment bath emulsion. 
Despite having the excess bath removed by nip rollers 32 
and 34, the Web material 20 Will typically have about a 100 
percent “Wet pick up” upon exiting treatment station 30. 
That is, a Web material of approximately 70 gsm When dry 
Will Weigh approximately 140 gsm after exiting treatment 
station 30 and nip rollers 32 and 34, and must be dried prior 
to storage of the material. The Web material should contain 
as little residual moisture as is practicable, desirably less 
than about 5 percent moisture by Weight, more desirably less 
than about 2 percent by Weight, and still more desirably less 
than about 1 percent or even 0.5 percent by Weight residual 
moisture. 

[0026] A conventional method Well knoWn in the art for 
drying treated Webs is the use of steam canisters, such as the 
steam canisters 40, 50 and 60 Which are incorporated as part 
of the treatment process shoWn in FIG. 1. Fibrous Web 20 
travels betWeen and in tensioned contact With canisters 40, 
50 and 60 Which are heated With steam to heat the Web 
material and drive off moisture via evaporation. Typically, 
the number and/or temperature of the steam canisters Will be 
adjusted to match the amount of drying needed in order to 
fully or nearly fully dry the ?brous Web material. HoWever, 
this has several draWbacks. Because the planar surfaces of 
the Web material are in direct contact With the heated 
canisters, the outer surfaces of Web material Will tend to 
become fully dry Well before the center of the material, 
Which Will result in the surfaces of the material being 
exposed to overheating. Further, certain areas of a moving 
Web material, often the edges and the transverse middle 
portion of the Web, Will be under more tension than other 
areas of the Web and be pressed against the heated canisters 
With more force than the other areas of the Web material, 
resulting in these higher tension areas becoming dry before 
the other areas and therefore being exposed to overheating. 
Because the Web materials are made With thermoplastic 
resins, overheating of the Web material surfaces and over 
heating of other high tension areas results in undesirable 
heat-glaZing (that is, a slight to moderate melting) of the 
material surfaces, making the material stiff and making the 
material surfaces harsh and unappealing to the touch. Also, 
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overheating of the Web material generally causes heat 
shrinkage of the material, often resulting in Web Width losses 
of 5 percent or even greater. 

[0027] In order to alleviate the overheating problems 
caused by attempting to fully dry the ?brous Web material 20 
With external heat, FIG. 1 and process line 10 further 
include a radio frequency station 70 Which generates a radio 
frequency energy ?eld through Which ?brous Web 20 passes. 
In the practice of the invention, rather than fully drying the 
?brous Web material With the externally applied heat of the 
steam canisters, the Web material is only partially dried until 
it retains about 40 percent by Weight or less of residual 
moisture. Depending on equipment available and the par 
ticular Web to be dried, it may be advantageous to partially 
dry the Web until it has only about 20 percent or only about 
10 percent by Weight of residual moisture. As explained 
beloW, to avoid overheating the Web material it is important 
that the Web still retain some moisture after the partial drying 
step. Further drying is accomplished by the radio frequency 
energy at radio frequency drying station 70. 

[0028] As knoWn in the art, radio frequency energy or 
dielectric is an alternating electromagnetic ?eld Which 
causes susceptible molecules to attempt to orient the 
molecular poles alternatingly to folloW the alternating elec 
tromagnetic ?eld. Molecules susceptible to the dielectric 
?eld include polar molecules such as the Water molecule and 
other polar liquid solvents in Which treatment chemicals are 
typically dissolved, suspended or emulsi?ed. As the mol 
ecules in the liquid continue to alternatingly reorient them 
selves they “vibrate” and thereby gain frictional heat energy 
and cause evaporation of the liquid. HoWever, because 
conventional thermoplastic resins useful for ?brous non 
Woven Web materials are generally non-polar molecules they 
are not susceptible to the radio frequency energy ?eld, and 
are therefore not heated by the radio frequency energy. In 
this manner the ?brous Web material may be further dried 
until it has less than about 5 percent by Weight moisture, and 
desirably until is has less than about 2 percent moisture, 
Without any dried portions of the Web being contacted by 
external heat sources in excess of 100 degrees Celsius and 
thereby avoiding the deleterious effects of overheating. 
Radio frequency “ovens” are commercially available Which 
produce radio frequency energy ?elds at frequencies of from 
about 1 megahertZ (MHZ) to about 80 megahertZ, typically 
from about 10 to about 50 megahertZ, and commonly 
available radio frequency units are available at 13, 27 and 40 
MHZ. Although not shoWn in FIG. 1, radio frequency drying 
station 70 may desirably also include a vent or vacuum 
system suitably attached to evacuate the Water vapor pro 
duced by drying the Web. 

[0029] As shoWn in FIG. 1, as the ?brous Web material 20 
exits the radio frequency drying station 70 it may be Wound 
up as a roll of dried Web material on Winding roll 80. As an 
alternative to taking the dried ?brous Web material up on 
Winding roll 80, the material may be directed to various 
?nishing steps such as Web slitting, stretching or further 
treating, or may be directed immediately to various convert 
ing or integrated product forming operations. 

[0030] As another example, the ?brous Web material 20 
may be a lofty nonWoven material such as a bonded carded 
staple ?ber Web, or as a spunbond Web material made With 
crimped multicomponent or bicomponent ?bers in side-by 
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side or eccentric sheath-core arrangement. Such crimped 
multicomponent ?bers and lofty Webs are described in US. 
Pat. No. 5,382,400 to Pike et al., incorporated herein by 
reference in its entirety. Lofty nonWoven Web materials ?nd 
extensive use in personal care absorbent products, and for 
many such uses it is desirable for the nonWoven Web 
materials to be Wettable. Wettability may be imparted by 
topically treating the Web With, for example, surfactant 
treatments as are knoWn in the art by saturation dipping at 
treatment station 30, or alternatively by such Well knoWn 
methods as brush treating, spraying or foaming. The partial 
drying step may be accomplished by the steam canisters as 
shoWn in FIG. 1. Alternatively, because lofty nonWoven 
Webs typically have much higher air permeability than the 
barrier laminate materials previously discussed, it Would 
also be useful to employ means such as a vacuum or through 
air drying using heated air to partially dry the Web until it 
retains less than about 40 percent by Weight residual mois 
ture as stated above. Then, the remainder of the moisture 
may be evaporated by radio frequency heating of the Water 
Without overly heating the Web. 

[0031] Where steam canisters are the means used for 
partial drying of the lofty nonWoven Web, the use of a radio 
frequency energy ?eld to remove the residual moisture in the 
Web can be particularly advantageous for helping to retain 
the loft of the Web. For example, in order to hold the lofty 
nonWoven Web against the steam canister as the Web travels 
over the canister there must be tension on the Web, Which 
can result in some compression forces pushing the Web 
against the canister, decreasing the loft of the Web. Where 
these compression forces are still being applied at the point 
in the process When the Web is completely dry and beginning 
to be overheated, overheating can “set” the Web structure, 
resulting in permanent loss of loft. Also, as mentioned above 
With regard to barrier laminate materials, continued contact 
With the hot surface of the steam canisters after the surface 
of the lofty Web is fully dried can result in heat glaZing of 
the surface, making it stiff and harsh to the touch. 

[0032] Other Webs may suitably be treated and dried by 
use of the invention. For example, nonWoven Webs made by 
the spunbonding method are frequently used for liners and 
coverstock material for personal care absorbent garments, 
and are therefore often treated to impart hydrophilicity to 
assist the absorbent garment in accepting and absorbing 
bodily ?uid exudates from the Wearer. Where topical liquid 
surfactant application is desired, as by spray treater, a 
vacuum source is generally applied to the liner materials to 
remove the excess liquid treatment. Still, after vacuum 
removal of excess treatment the Webs contain substantial 
moisture, Which can lead to undesirable microorganism 
groWth on the Webs if the Webs are stored in this moist 
condition. HoWever, liner and coverstock materials are 
meant to be used in close contact With intimate portions of 
the user’s anatomy, and prior to treatment these materials 
Will already have undergone at least one heat-intensive 
processing step such as thermal point bonding. Therefore the 
method described herein, utiliZing vacuum to partially dry 
the Web materials and utiliZing radio frequency energy to 
further dry the Web to a fully or nearly fully dry state is an 
advantageous Way to avoid unnecessary additional heating 
of the Webs. The vacuum extraction may additionally be 
used in combination With the external heat partial drying as 
described above. 
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[0033] Polymers suitable for the ?brous Web materials 
include the known polymers suitable for production of 
nonWoven Webs and materials such as for example polyole 
?ns, polyesters, polyamides, polycarbonates and copoly 
mers and blends thereof. HoWever it should be noted that 
certain commercially available polymers and staple-length 
?bers Which have abundant dipoles or Which have had other 
radio frequency susceptible added to the polymer are sus 
ceptible to radio frequency heating, such as for example the 
CoPET-A “Kodel 410” binder ?bers available from the 
Eastman Chemical Company. These types of polymers and 
?bers should not be use unless it is speci?cally desired to 
heat bond or partially heat bond the ?brous Web material 
While performing the further drying step in the radio fre 
quency drying station. 

[0034] Numerous other patents have been referred to in 
the speci?cation and to the extent there is any con?ict or 
discrepancy betWeen the teachings incorporated by refer 
ence and that of the present speci?cation, the present speci 
?cation shall control. Additionally, While the invention has 
been described in detail With respect to speci?c embodi 
ments thereof, it Will be apparent to those skilled in the art 
that various alterations, modi?cations and/or other changes 
may be made Without departing from the spirit and scope of 
the present invention. It is therefore intended that all such 
modi?cations, alterations and other changes be encom 
passed by the claims. 

We claim: 
1. A method for treating a ?brous Web material compris 

ing the steps of: 

a) providing a ?brous Web material; 

b) treating the ?brous Web material With a topical treat 
ment, the topical treatment comprising a treatment 
chemical and a liquid carrier medium; 

c) partially drying the ?brous Web material, Wherein after 
partial drying the ?brous Web material comprises about 
40 percent to about 10 percent by Weight residual 
moisture; and thereafter 

d) passing the ?brous Web material through a radio 
frequency energy ?eld, Wherein after passing through 
the radio frequency energy ?eld the ?brous Web mate 
rial comprises less than about 5 percent by Weight 
residual moisture. 

2. The method of claim 1 Wherein the step of partially 
drying the Web is performed by applying vacuum or external 
heat to the ?brous Web material. 

3. The method of claim 2 Wherein the ?brous Web material 
is a thermoplastic nonWoven Web material. 

4. The method of claim 3 Wherein the topical treatment is 
a liquid-repellent treatment, a hydrophilic treatment or an 
anti-static treatment, and further Wherein the liquid carrier 
medium comprises Water. 

5. The method of claim 4 Wherein the thermoplastic 
nonWoven Web material is a nonWoven barrier laminate 
material. 
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6. The method of claim 5 Wherein the topical treatment is 
a ?uorochemical in aqueous emulsion. 

7. The method of claim 4 Wherein the external heat is 
applied by streams of heated air or contacting at least one 
planar surface of the Web material With at least one heated 
canister. 

8. The method of claim 6 Wherein the external heat is 
applied by contacting at least one planar surface of the Web 
material With at least one heated canister. 

9. The method of claim 8 Wherein the step of treating With 
a topical treatment is performed by dip saturation, spraying 
or foaming. 

10. The method of claim 7 Wherein after the step of partial 
drying the ?brous Web material comprises about 20 percent 
to about 10 percent by Weight residual moisture. 

11. The method of claim 8 Wherein after the step of partial 
drying the ?brous Web material comprises about 20 percent 
to about 10 percent by Weight residual moisture. 

12. The method of claim 10 Wherein after the step of 
passing through the radio frequency energy ?eld the ?brous 
Web material comprises less than about 2 percent by Weight 
residual moisture. 

13. The method of claim 12 Wherein after the step of 
passing through the radio frequency energy ?eld the ?brous 
Web material comprises less than about 1 percent by Weight 
residual moisture. 

14. The method of claim 13 Wherein after the step of 
passing through the radio frequency energy ?eld the ?brous 
Web material comprises less than about 0.5 percent by 
Weight residual moisture. 

15. The method of claim 11 Wherein after the step of 
passing through the radio frequency energy ?eld the ?brous 
Web material comprises less than about 2 percent by Weight 
residual moisture. 

16. The method of claim 15 Wherein after the step of 
passing through the radio frequency energy ?eld the ?brous 
Web material comprises less than about 1 percent by Weight 
residual moisture. 

17. The method of claim 16 Wherein after the step of 
passing through the radio frequency energy ?eld the ?brous 
Web material comprises less than about 0.5 percent by 
Weight residual moisture. 

18. The method of claim 1 Wherein the radio frequency 
energy ?eld is applied at a frequency of from about 10 
megahertZ to about 50 megahertZ. 

19. A treated ?brous Web material obtained in accordance 
With the method of claim 1. 

20. A treated thermoplastic nonWoven Web material 
obtained in accordance With the method of claim 3. 

21. Atreated nonWoven barrier laminate material obtained 
in accordance With the method of claim 5. 


